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DETAILED ACTION 
Continued Examination Under 3 7 CFR 1.114 

A request for continued examination under 37 CFR 1.114, including the fee set forth in 
37 CFR 1 . 17(e), was filed in this application after final rejection. Since this appUcation is 
eligible for continued examination under 37 CFR L 1 14, and the fee set forth in 37 CFR 1 .17(e) 
has been timely paid, the finality of the previous Office action has been withdrawn pursuant to 
37 CFR 1.114, AppUcant's submission filed on 6/9/06 has been entered. 

Claim Rejections - 35 USC § 102 

The following is a quotation of the appropriate paragraphs of 35 U.S. C. 102 that form the 
basis for the rejections under this section made in this Office action: 

A person shall be entitled to a patent unless - 

(e) the invention was described in (1) an application for patent, published under section 122(b), by another filed 
in the United States before the invention by the applicant for patent or (2) a patent granted on an application for 
patent by another filed in the United States before the invention by the applicant for patent, except that an 
international application filed under the treaty defined in section 351(a) shall have the effects for purposes of this 
subsection of an appUcation filed in the United States only if the international application designated the United 
States and was published under Article 21(2) of such treaty in the English language. 

Claims 1-9 and 1 1-33 are rejected under 35 U.S.C. 102(e) as being anticipated by 
Dismukes et al. (Pub. No. 2004/0148047 Al). 

Referring to claim 1, Dismukes et al disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract), comprising: 

a web server (page 14, [0293]-[0295]); 

means for gathering data relating to the efficiency of the production plant, the assembly 
line or the components of the assembly line (page 1, [0016], [0017], [0021]; page 2, [0027]); 
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means for communicating the gathered data with the web server (pages 14-15, [0293] to 
[0308]); 

said data being selected from the group consisting of unit output values, downtime 
occurrences, downtime duration, downtime incident codes, downtime categorization, action 
items, minute ran, hours scheduled, capable rate, actual output, idle time, total time, waste 
analysis values, or combination thereof (page 7, [0120]; figures 2, 3A, 3B); 

means for storing the gathered data at the web server (page 14, [0295]; page 15, [0301]); 

means for calculating production efficiency based on the gathered data to provide 
calculated data (page 5, [0082], [0083], [0084], [0092]; page 21, claim 67); 

means for communicating the gathered data and the calculated data within said system 
and communicating the gathered data and the calculated data to a remote location via the web 
server and over the Internet or an intranet (pages 14-15, [0291] to [0308]; page 15, [0301]); and 

means for displaying the calculated data (figures 25 and 34). 

As to claim 2, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) further comprising: 

means for displaying the gathered data (figure 34). 

Referring to claim 3, Dismukes et al, disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process Une or the components 
of that assembly or a process line (Abstract) further comprising: 

means for storing the calculated data within the system including a database associated 
with the web server (pages 14-15, [0293] to [0308]; page 15, [0301]). 
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As to claim 4, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) wherein said means for gathering data is circuitry 
that monitors the condition and operation of an assembly or a process line component or 
subcomponent (page 21, claim 69). 

Referring to claim 5, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) wherein said circuitry used to monitor the condition 
and operation of an assembly or a process line component or subcomponent is a programmable 
logic controller (page 22, claims 85 and 99). 

As to claim 6, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) wherein said means for gathering data is an input 
device capable of sending or receiving data selected from the group consisting of an electronic 
terminal, a personal computer, a computer, a data processor, a handheld data device, or 
combination thereof (page 22, claims 85 and 99). 

Referring to claim 7, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) wherein said means for gathering data is an input 
device for sending or receiving data and which allows the operator to batch enter the data (page 
2, [0024]; page 10, [0189]). 

As to claim 8, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
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of that assembly or a process line (Abstract) wherein said means for calculating production 
efficiency is a data processor (page 21, claim 64). 

Referring to claim 9, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) wherein said means for storing the gathered data is a 
database (page 14, [0295]; page 15, [0301]). 

Referrmg to claim 1 1, Dismukes et al. disclose a manufacturing monitoring system used 
to determine the efficiency of a production plant, an assembly or a process line or the 
components of that assembly or a process line (Abstract) wherein said means to display the 
gathered data and the calculated data includes a terminal, computer, handheld device, monitor or 
other humanly perceptible display (pages 14-15, [0293] to [0308]; figures 25 and 34). 

As to claim 12, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) wherein said calculated data provides an efficiency 
report (page 14, [0300]). 

Referring to claim 13, Dismukes et al. disclose a manufacturing monitoring system used 
to determine the efficiency of a production plant, an assembly or a process line or the 
components of that assembly or a process line (Abstract), comprising: 

A web server (pages 14-15, [0293] to [0308]); 

data circuitry to gather data relating to the efficiency of the production plant, the 
assembly line or the components of the assembly line (page 1, [0016], [0017], [0021]; page 2, 
[0027]; page 21, claim 64), 
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said gathered data being selected from the group consisting of unit output values, 
downtime occurrences, downtime duration, downtime incident codes, downtime categorization, 
action items, minute ran, hours scheduled, capable rate, actual output, idle time, total time, waste 
analysis values, or combination thereof (page 7, [0120]; figures 2, 3 A, 3B); 

a data processor for receiving the gathered data and for performing calculations with at 
least some of the gathered data to provide calculated data (page 5, [0082], [0083], [0084], 
[0092]; page 21, claims 64 and 67); 

means to communicate the gathered data with data processor via the web server and over 
the Internet or an intranet (pages 14-15, [0291] to [0308]); and 

a display in communication with the data processor to display the calculated data (figures 
25 and 34). 

As to claim 14, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) further comprising: 

a database in communication with the data processor for receiving and storing the 
calculated data (page 14, [0295]; page 15, [0301]). 

Referring to claim 15, Dismukes et al. disclose a manufacturing monitoring system used 
to determine the efficiency of a production plant, an assembly or a process Une or the 
components of that assembly or a process line (Abstract) wherein the calculated data provides an 
efficiency report (page 14, [0300]). 

As to claim 16, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
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of that assembly or a process line (Abstract) wherein said data circuitry monitors the condition 
and operation of an assembly or process line component or subcomponent (page 21, claim 69). 

Referring to claim 17, Dismukes et al. disclose a manufacturing monitoring system used 
to determine the efficiency of a production plant, an assembly or a process line or the 
components of that assembly or a process line (Abstract) wherein said data circuitry is a 
programmable logic controller (page 22, claims 85 and 99). 

As to claim 18, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process hne or the components 
of that assembly or a process line (Abstract) wherein 

said data processor is an electronic terminal, a personal computer, a computer, a handheld 
computing device, or combinations thereof (page 22, claims 85 and 99). 

Referring to claim 19, Dismukes et al. disclose a manufacturing monitoring system used 
to determine the efficiency of a production plant, an assembly or a process Une or the 
components of that assembly or a process Une (Abstract) wherein said data circuitry is an input 
device which allows the operator to batch enter the gathered data (page 2, [0024]; page 10, 
[0189]). 

As to claim 20, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) wherein said gathered data are communicated over 
the Internet or an intranet (pages 14-15, [0291] to [0308]; page 15, [0301]; page 21, claun 71). 

Referring to claim 21, Dismukes et al. disclose a manufacturing monitoring system used 
to determine the efficiency of a production plant, an assembly or a process line or the 
components of that assembly or a process line (Abstract) wherein said display for displaying the 
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gathered data or the calculated data is a part of a computer terminal, a personal computer, a 
handheld data device, or a monitor and the gathered data or the calculated data is communicated 
over the Internet or an intranet to the display (pages 14-15, [0293] to [0308]; page 22, claims 85 
and 99). 

As to claim 22, Dismukes et al. disclose a manufacturing monitoring system used to 
determine the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract) comprising: 

an input layer to gather data relating to the efficiency of the production plant, the 
assembly line or the components of the assembly line (page 1, [0016], [0017], [0021]; page 2, 
[0027]), 

said data being selected from the group consisting of unit output values, downtime 
occurrences, downtime duration, downtime incident codes, downtime categorization, action 
items, minute ran, hours scheduled, capable rate, actual output, idle time, total time, waste 
analysis values, or combination thereof (page 7, [0120]; figures 2, 3 A, 3B); 

a data processor layer to calculate the production efficiency based on the said data 
gathered by the input layer (page 5, [0082], [0083], [0084], [0092]; page 21, claim 67); 

a storage layer for storing the data gathered by the input layer and for storing the data 
calculated by the data processing layer (page 14, [0295]; page 15, . [0301]; page 21, claim 66); 

a communication layer to communicate to a remote location via a web server and over 
the Internet or an intranet the data stored at the storage layer within the manufacturing 
monitoring system (pages 14-15, [0291] to [0308]; page 15, [0301]); and 

a presentation layer to display the data stored at the storage layer (figures 25 and 34). 
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Referring to claim 23, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract); said method comprising the steps of 

gathering data related to the efficiency of the production plant, the assembly line or the 
components of the assembly line (page 1, [0016], [0017], [0021]; page 2, [0027]); 

selecting said gathered data from the group consisting of unit output values, downtime 
occurrences, downtime duration, downtime incident codes, downtime categorization, action 
items, minutes ran, hours scheduled, capable rate, actual output, idle time, total time, waste 
analysis values, or combination thereof (page 7, [0120]; figures 2, 3 A, 3B); 

calculating a production efficiency based on the gathered data with a data processor (page 
5, [0082], [0083], [0084], [0092]; page 18, claim 4); 

storing the gathered data and the calculated data in a memory (page 14, [0295]; page 15, 
[0301]; page 18, claim 3); 

communicating to a remote location by a web server and over the Internet or an intranet 
the gathered data and the calculated data to other computers, terminals, servers, or databases 
(pages 14-15, [0293] to [0308]; page 15, [0301]; page 18, claim 3); and 

displaying the calculated data on a display (figures 25 and 34). 

As to claim 24, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process Une (Abstract), further comprising the additional step of displaying 
the gathered data on a display (figures 25 and 34). 
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Referring to claim 25, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract), further comprising the additional step of: 

communicating the calculated data over the Internet or an intranet (page 18, claim 8). 

As to claim 26, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process Une or the components 
of that assembly or a process line (Abstract), further comprising the additional step of: 

communicating the gathered data over the Internet or an intranet (page 1 8, claim 8). 

Referring to claim 27, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract), further comprising the additional step of: 

storing the gathered data in a database (page 14, [0295]; page 15, [0301]). 

As to claim 28, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract), further comprismg the additional step of 

displaying the calculated data in a format viewable by a web-browser (figures 25 and 34). 

Referring to claim 29, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract), wherein the step of calculating a production 
efficiency provides an efficiency report (page 14, [0300]). 

As to claim 30, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract), further comprising the additional step of: 



Application/Control Number: 10/636,01 1 Page 10 

Art Unit: 2863 

entering gathered data by batch entry into said system (page 2, [0024]; page 10, [0189]). 

Referring to claim 31, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract), further comprising the additional step of 

communicating the calculated data over the Internet or an intranet (page 18, claim 8). 

As to claim 32, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract), wherein 

the step of gathering data related to the efficiency of the production plant, the assembly 
line or the components of the assembly line includes gathering data with a programmable logic 
controller (page 22, claims 85 and 99). 

Referring to claim 33, Dismukes et al. disclose a manufacturing monitoring method for 
determining the efficiency of a production plant, an assembly or a process line or the components 
of that assembly or a process line (Abstract), wherein 

the step of gathering data related to the efficiency of the production plant, the assembly 
line or the components of the assembly line includes monitoring the condition or operation of an 
assembly or a process line component or subcomponent (page 19, claim 21). 

Response to Arguments 

Applicant's arguments filed 3/16/06 have been fully considered but they are not 
persuasive. 

Referring to claims 1, 13, 22, and 23, AppUcant argues that "Dismukes does not teach or 
suggest a manufacturing monitoring system having a web server that communicates gathered and 
calculated data to a remote location via the web server and over the Internet or an intranet." 
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Answer: 

Dismukes discloses " Methodology for Automated Simulation Model Building for Rapid 
What-if Scenerio Analysis. [0291]" and 

"The electronic flowcharting and productivity measurement tool (EFCPMT) provides a 
way to analyze an existing production facility (manufacturing system). When changes 
(introduction of new equipment, change of scheduling poUcy, etc.) are needed, it is desirable to 
evaluate the effect of these changes on productivity before they are actually implemented. This 
"what-if scenario analysis is usually carried out through discrete event simulation, which allows 
a manufacturing company to implement the best changes, thus "do things right the first time. 
[0292]" and 

"While there are a number of commercially available software tool for discrete event 
simulation, building a simulation model requires substantial experience and its time consuming. 
However, one aspect of the present invention provides a method to automatically build a 
simulation model from the electronic flowcharting and productivitv measurement tool based on 
the captured production data and the structure (connectivitv^ of the production facilitv . [0293]" 
and 

"In another aspect, the dynamic simulation is then linked to market demand. To illustrate 
how this methodology works, the following example uses ARENA simulation software tool. 
developed by Rockwell Software Inc., to represent the simulation environment. However, the 
method can be generally appUed to other simulation software tools [0294]." And " ARENA has 
the capabilitv of import/export a simulation model from an external database such as Microsoft 
EXCEL and ACCESS . Each model database divides its model data into separate storage 
containers called tables (worksheets in EXCEL). These tables organize the data into columns 
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(called fields) and rows (called records). The model information that may be stored in a model 
database includes the following: Modules (including coordinate and data) from any panel; 
Submodels (including coordinates and properties); Connections between modules and 
submodels; Name views; Project parameters, replication parameters, and report parameters 
specified in Arena's Run Setup option [0295] to [0300]." 

Furthermore, Takus et al. from "Arena Software Tutorial" disclose on page 543, section 
10 Real-Time Control/Monitoring: "An extension to Arena (called Arena RT) is available for the 
purpose of using a simulation model to interact with external client application. This interaction 
is performed via an online messaging system. For example, the simulation model might contain 
aggregate-level system logic that sends tasks in real-time to a facility's shop floor control 
system. In this case, Arena's client might be a messaging queue that interfaces directly with 
PLCs. After completion of the operation (automated or manual), a message is sent back to the 
model so that the simulation can be updated and fiirther instructions can be issued. During the 
execution of the model, the simulation and actual shop floor could operate concurrently. The 
animation could serve as a real-time monitoring device." 

Thus, Dimukes does disclose means for communicating the gathered data and the 
calculated data (one aspect of the present invention provides a method to automatically build a 
simulation model from the electronic flowcharting and productivity measurement tool based on 
the captured production data and the structure (connectivity) of the production facility ) to a 
remote location via the web server and over the Internet or an intranet (by using ARENA 
software under ARENA RT such as an extension to ARENA RT is available for the purpose of 
using a simulation model to interact with external client application. The interaction is 
performed via an online messaging svstem. For example, the simulation model might contain 
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aggregate-level system logic that sends tasks in real-time to a facility's shop floor control 
system .) 



The prior art made of record and not relied upon is considered pertinent to applicant's 
disclosure. 

"Arena Software Tutorial", Takus et al.. Proceedings of the 1997 Winter Simulation 
Conference, Pages 541-544 

Any inquiry concerning this communication or earlier communications from the 
examiner should be directed to Toan M. Le whose telephone number is (571) 272-2276. The 
examiner can normally be reached on Monday through Friday from 9:00 A.M. to 5:30 P.M.. 

If attempts to reach the examiner by telephone are unsuccessful, the examiner's 
supervisor, John Barlow can be reached on (571) 272-2269. The fax phone number for the 
organization where this application or proceeding is assigned is 703-872-9306. 

Information regarding the status of an application may be obtained from the Patent 
Application Information Retrieval (PAIR) system. Status information for published applications 
may be obtained from either Private PAIR or Public PAIR. Status information for unpublished 
applications is available through Private PAIR only. For more information about the PAIR 
system, see http://pair-direct.uspto.gov. Should you have questions on access to the Private PAIR 
system, contact the Electronic Business Center (EBC) at 866-217-9197 (toll-free). 



Conclusion 



Toan Le 
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